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1. ALL WELDS TO BE E/70XX OR EQUIVALENT.
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2. ALL WELDING SHALL BE IN ACCORDANCE WITH
ANS | /AWS D1.1, "STRUCTURAL WELDING CODE - STEEL”

5. ALL WELDS SHALL BE MADE
WELD ING HEAT WHILE THE WELDING PROGRESSES.

IN A SEQUENCE THAT WILL BALANCE THE APPLIED
THE PROCEDURE AND SEQUENCE

SHALL BE DESIGNED TO MINIMIZE DISTORTION AND SHRINKAGE STRESSES.

4. ALL WELDS SHALL BE VISUALLY

INSPECTED AND DYE PENETRANT

TO DETECT SURFACE AND SUBSURFACE CRACKS AND DISCONTINUITES

ACCORDANCE WITH ANSI/AWS D1.1,

5. ALL WELDS THAT FAIL AN
WITH ANSIT/AWS D1.1,

INSPECTION SHALL BE REPAIRED
“STRUCTURAL WELDING CODE -

6. PAINT WITH PRIMER, DAMP PROOF RUST-OLEUM NO 7/69.

INSPECTED

I'N

"STRUCTURAL WELDING CODE - STEEL".
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